HOW PERFIN MACHINES ARE MADE 


first, there are six different types of 
Perfin Machines. There are those with one, 
two, tnree, five, ten, andone-hundred dies. 
To tne best of my kmowledge, only the "SP" 


end the "GT" have tne 100-die models. Sone 
are operated by hand, and some by electric 
motor, but the actual operation of the 
machine has notning to do with the way it 
is constructed. 

The one-die machine is made differently 
from tne others. Two steel bars, about 


three feet in eee es are polted together. 
The female be is one inch wide and about 
one-eight n ise thick. The make par is the 
Same Width, but about three-eigshths of an 
inch thick. For the drilling operetion, 
the female bar is uppermost. The desired 
desig is drawn carefully on the female ber 
in vencil, and then a hign-speed crill with 
a 7/165 inch stop on it, is directedto the 
starte ĉents . ang. a hole is drilled cor- 
nievely ‘through the female bar, but not 
avite through tne male bar. Tne automatic 
stop takes care of that. 
Tne wwo bars are then pleced on a power 
shear anc cut off, so that the two pieces 
containing the holes are about one-inch 


square. Then the pins are driven in the 
male bar, but are not welded or fastened in 


ery manner. (This explains why they some- 
times come out!) The pins stick out about 
one-half inch on the male bar. This bar is 
then welded to the Perfin Machine, and 


always to the top of the machine. 
Next, the female bar is place over the 
male section (pins will be in the female 


slots or holes), the machine is closed, anc 

then is welded into place. Tne method used 

explains why there are times when the holes 

mae are ñot precisely evenly spaced, some 

being a bit close. This has all been hand 

eet and the accuracy depends on the pun- 
hing operation. 

In making multiple die-heads for Perfin 
Machines, an entirely different method is 
used. The design is not marked on the bar, 
but is ye on a one-inch-wide metal ten- 
plete. This template is then drilled ana 
ed by holcing up to the light to en- 
sure correct specing of tne holes, with a 
resultant better svacing of the noles. 

Tris thin template is then placed on > 
of tne female ber, to which hes been bolke, 
tne nale bar, end the holes re driliec 
through tne two bars; much in the sane man- 
ner as for tne single die-heed. kext, the 
sempiate is moved across about an inch or 
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the two bars and the next set of holes is 
årilleà. Tnis process continues until the 
correct numberof holes has been drilled in 
each of the cies which appear on the bar. 
This may be two, three, five, or ten dies. 
Tnen the two bars are sheared to the proper 
length that accommodates the number of 
Gie-heads that are being naĝe. They are 
then pinned, end welded, in the same manner 
es the single die-bars were Gone. Now, if 
the template was rignt-side up, or wrong- 
Side up, it makes no difference to the wor- 
ker who driils tne holes, provided that he 
starts and finishes the same wey. 

Tne template is marked and stored away, 
so thas if, at some later dete, another 
machine may be ordered, then the same tem- 
plete is brought out and a new multiple die 
is made. If there were two ten-die machines 
made, by the time the twentieth setof holes 
hes peen drilled, the template holes may pe 
considereblyat variance witn the first hole 
cdrilied. 

There is one other consideration. The 
venplate is very thin, perhaps about 20- 
ceupet. It is mucn softer than the steel 
bers, anc of co ae: pany tines sorter than 
the TESTENE IS herd steel drill. Tnerefore, 
efter dri IiE through the holes several 
times, the template holes keep getting lar- 
ger and larger, witnthe resulting variation 


in size es the enc of the bit is reached. 
Thus it is easy to understand why some 


slightly cifferent size Ferfinseare made by 
the same head of one machine. These slight 
cifferences rarely indicate thet a new 
machine has been meade. The hunan wquetion 
is ever presentin tne several steps of man- 
ufacture, and difference of 1/4 to 1/2 m. 
cen usually be ignored. 


